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Abstract: Environmental concerns and cost reduction have encouraged the use of natural fillers as
reinforcement in polymer composites. Currently, a wide variety of reinforcement, such as natural
fibers and nanocellulose, are used for this purpose. Composite materials with natural fillers have not
only met the environmental appeal, but also contribute to developing low-density materials with
improved properties. The production of natural fillers is unlimited around the world, and many
species are still to be discovered. Their processing is considered beneficial since the natural fillers
do not cause corrosion or great wear of the equipment. For these reasons, polymer reinforced with
natural fillers has been considered a good alternative for obtaining ecofriendly materials for several
applications, including the automotive industry. This review explores the use of natural fillers (natural
fibers, cellulose nanocrystals, and nanofibrillated cellulose) as reinforcement in polymer composites
for the automotive industry.
Keywords: natural fillers; polymer composites; industry applications
1. Introduction
In recent years, synthetic materials have played a key role in various industrial sectors of technology
such as aerospace, aeronautics, automotive, medical, sensors, computational, etc., [1–6]. Among these
materials, polymers stand out because they have low density as well as good mechanical and thermal
properties that make them widely applicable [7–11]. However, increased durability of these materials
has raised strong concerns about the large accumulation of plastic waste in the environment [12]. Thus,
the development of cleaner processes associated with the interest in environmentally friendly materials
has been the focus of research around the world [13–17]. In this context, the addition of natural fillers
(natural fibers, cellulose nanocrystals, and nanofibrillated cellulose) in the polymers has been a way to
prepare ecofriendly composites with improved properties, minimizing the problem in relation to the
residue accumulation [18–21]. Biodegradability, mechanical properties, natural abundance, and low
cost are all attractive features of these fillers [22,23]. In this review, we explore the use of natural fibers
and nanocellulose as reinforcing fillers in polymer composites in the automotive industry.
2. Natural Fillers
The use of natural fillers in composites has attracted the attention of the scientific community
because they usually show improved properties when compared with neat polymers [24]. Currently,
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a wide variety of natural fillers are available as reinforcement for different composites, the most used
being natural fibers, cellulose nanocrystals (CNC), and nanofibrillated cellulose (NFC).
Several natural fibers have been used as reinforcement phase for different polymer matrices [25–27],
as shown in Table 1 [28–37]. Among the natural fibers, the jute is currently one of the cheapest and
accounts for the highest production volume [28]. More recently, researchers have observed that
self-bonded natural fiber material (SNFM) is a promising alternative for preparation of composites
with high performance [29].
Table 1. Main fibers used as reinforcement and their respective polymer matrices.
Polymer Matrix Fiber Reference
PP Sisal [26,27]
PP Bamboo [28]
PP Coconut [29]
PP Sugarcane bagasse [30]
PS Sisal [31]
HDPE Flax [32,33]
LLDPE Palm [34]
Epoxy Kenaf [35]
Epoxy Jute [36]
PBS Coconut [37]
2.1. Chemical Composition of Natural Fibers
Natural vegetable fibers have cellulose, hemicellulose, and lignin as the main constituents, while
pectin, grease, and inorganic portions can be found in lesser amounts [38–42]. Unlike synthetic fibers,
the percentage of the chemical components of the natural fibers can vary according to their species
and influence the fibers’ properties [43]. Cellulose is the main chemical component in natural fibers,
followed by hemicellulose and lignin. Table 2 shows the percentages of the chemical composition of
the main fibers used as reinforcement in composites [44,45].
Table 2. Chemical composition of natural fibers. Adapted from Reference [38] with the permission
of Elsevier.
Fiber Cellulose (%) Hemicelulose (%) Lignin (%) Waxes (%)
Sugarcane bagasse 45 30 24 1
Bamboo 26–43 30 21–31 -
Flax 71 18.6–20.6 22 1.5
Kenaf 72 20.3 9 -
Jute 61–71 14–20 12–13 0.5
Hemp 68 15 10 0.8
Ramie 68.6–76.2 13–16 0.6–0.7 0.3
Sisal 65 12 9.9 2
Coir 32–43 0.15–0.25 40–45 -
Pineapple leaf fiber 81 - 12.7 -
Curaua 73.6 9.9 7.5 -
The components of natural fibers have different functions. Cellulose fibrils act as reinforcement,
while lignin and hemicellulose have the role of matrix [46]. The cellulose is a homopolymer
formed by repetitive units of d-glucose residues linked by β-1,4-glycosidic bonds in a syndiotatic
configuration [23,47]. This polysaccharide is the main one responsible for the crystallinity of the natural
fibers and can be classified into four different types: Cellulose I, II, III, and IV [48–50]. Hemicellulose
is formed by a variety of polymerized monosaccharides, with xylose being the most abundant.
The hemicellulose polymers are branched, amorphous, and are directly connected to cellulose by
hydrogen bonds [51]. Due to its chain being rich in hydroxyl groups, the hemicellulose is highly
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hygroscopic and the removal of this polysaccharide decreases the water absorption of natural fibers [52].
Lignin is considered to be a polyphenol bonded by ether linkages, with highly branched, hydrophobic,
and complex structures. This amorphous material consists of phenylpropane units and is responsible
for keeping the cellulose fibrils bound together [51].
2.2. Cellulose Nanocrystals (CNCs)
Cellulose nanocrystals are rod-like particles measuring 5–50 nm in diameter and 100–3000 nm
in length [23]. CNCs can be isolated from natural fibers such as jute (Corchorus capsularis), coconut
(Cocos nucifera), sugarcane bagasse (Saccharum officinarum L.), Ramie (Boehmeria nivea), etc. [53,54].
The isolation process of CNCs basically consists of two stages. The first refers to the removal of
non-cellulosic components such as lignin, hemicellulose, and extractives, while the second is related to
isolation of CNCs by acid hydrolysis [55] (Figure 1).
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The second stage of CNCs isolation consists of acid hydrolysis [61]. Cellulose has amorphous
regions interspersed by the crystalline domains [62]. This amorphous region is more susceptible to
acid hydrolysis, facilitating the isolation of crystalline cellulose during the process [63]. The individual
crystals are needle shape and known as cellulose nanocrystals [64]. After the hydrolysis, the obtained
suspension is centrifuged by successive cycles, and in each cycle the residual water is replaced by
distilled water. At the end, the suspension is dialyzed against water for approximately 48 h [65].
Various acids may be used for the isolation of CNCs, such as hydrochloric [66], phosphoric [67],
formic [68], and sulfuric [69], and different acids can lead to different CNCs, as observed in Figure 3.
Sulfuric acid is generally used during the CNCs preparation because this acid generates more stable
suspensions [68]. During the hydrolysis, an esterification process occurs between the various sulfate
and hydroxyl groups, generating sulfonated ester groups (-OSO3) [70]. These groups lead to improved
stable suspensions. On the other hand, these sulfonated groups can also compromise the thermal
stability of the nanocrystal, because the sulfur catalyzes the dehydration and depolymerization of the
cellulose [71].
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The reaction time is one of ost important parameters in obtaining nanocrystals [72,73].
The crystallinity degree of Cs is directly influenced by this variable [68]. The longer acid/cellulose
contact time leads to greater removal of the amorphous regions present in the sample. However,
long reactions can degrade cellulose or even break it down into its precursor sugars. Short reaction
times are not enough to obtain nanocrystals [74]. Chen et al. [75] studied the influence of reaction time
on the dimensions of nanocrystals and found that as the reaction time increases the length and diameter
of the CNCs decrease. According to the authors, longer times are detrimental to crystallinity. On the
other hand, Lu and Hsieh [76] reported that the increase in the hydrolysis time provides an increase in
the crystallinit index of the n nocrystals. This leads us to conclud that there is no standard time for
hydrolysis, and each m terial ha a unique characteristic. Figure 4 shows an illustrative scheme of the
isolation of nanocrystals from bleached cellulose.
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Cellulose nanocrystals are part of a new trend for the reinforcement of polymer matrices [77].
Properties such as good mechanical properties, biodegradability, and high surface area are some
attractive features for the use of CNCs as reinforcement [78,79]. Nanocomposites reinforced with
CNCs usually show improved properties such as higher barrier properties, biodegradability, thermal,
and mechanical properties when compared to pure polymers [80,81]. One of the restrictions on the use
of cellulose nanocrystals is their poor compatibility with hydrophobic matrices due to their hydrophilic
character [63]. However, the presence of hydroxyl groups on the surface makes the CNCs suitable for
chemical modifications. Surface modification of CNCs is not discussed here because this topic has
already been reviewed by other authors [82–84].
2.3. Nanofibrillated Cellulose
Nanofibrillated Cellulose (NFC) has outstanding properties, being applied as mechanical
reinforcement due to its peculiar morphology that combines properties on the nano- and
micro-scales [85]. The NFC diameter is in the nanoscale, while its length can reach some
micrometers [86–88]. Basically, NFC can be obtained by a combination of different operations
through the breaking down of the hierarchical cellulose structure [89]. The lignocellulosic source
must be processed through different pre-treatments such as chemical (pulping, bleaching reactions,
and chemical modifications) or enzymatic, with the aim of exposing the cellulose content. Other
methods combine enzymatic hydrolysis with mechanical shearing [90]. In this case, the enzyme can
act on the fibrillation by decreasing the energy necessary during the process. Figure 5 shows the
combination of different operations to produce NFC [89].
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NFC presents crystalline and amorphous regions [85] and has a morphology of a network
with lots of entanglement points (Figure 6a) [91,92]. Consequently, the NFC material has more
flexibility than CNCs, which allows for more elongation during any mechanical strain. According
to De France et al. [93], NFCs are longer and have lower crystallinity compared to CNCs, making
them capable of building an entangled network even in lower concentrations. The end properties
of NFCs depend basically on the process used to release them from cellulose, such as the kind of
equipment used, the energy consumption or number of cycles, pressure, and even the pre-treatment
to isolate the cellulose (Figure 6b) [94]. Some equipment can be used to produce NFC and the most
common are: grinders, a high-pressure homogenizer, and a micro fluidizer capable of promoting a
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shear along the fibers’ axis. The mechanical properties can be tailored according to the manipulation of
the machine parameters used during the fabrication [95].J. Compos. Sci. 2019, 3, x 6 of 17 
 
 
Figure 6. (a) AFM images of NFCs. (b) Top view images of NFC suspensions placed in Petri dishes 
produced using different processing conditions. Reprinted from reference (a) [92] and (b) [89] with 
permission from Elsevier. 
The potential use of NFC as reinforcement material can be correlated to the lower-density and 
the higher-strength produced due to their high surface area that can interact more strongly with the 
matrix (compared to conventional micro reinforcements). These aspects make the NFC a very 
attractive material for the development of new composites [88,96,97]. In this context, a comparison of 
the reinforcement capacity of CNC and NFC (at the same concentrations) was evaluated using poly 
(ethylene oxide) (PEO) as the polymer matrix. The authors reported that the nanocomposites 
containing NFC exhibited higher-strength and elastic modulus than nanocomposites reinforced with 
CNC. On the other hand, CNC-based nanocomposites presented higher-strain of failure. The higher 
strength of NFC-based nanocomposites may be attributed to their high-aspect ratio of NFC that 
favors more entanglement and network percolation [97]. The treatments of the nanofibers, such as 
the purification or chemical modifications, are important for improving the reinforcement effect of 
the NFC because they facilitate the interaction fiber-matrix. Depending on the treatment, the cellulose 
chain can change its structure, surface, and composition [98]. Reviews on surface modification of NFC 
can be found elsewhere [99,100]. 
NFC are also used as a reinforcing agent for other materials [93]. Moberg et al. [101] have 
individually measured the reinforcement capacity of two types of NFC in hydrogels through the 
rheological properties. They showed that the dimensions (length or aspect ratio) and the surface 
modification have more influence on the rheological properties [101]. The reinforcement capacity of 
cellulose nanoparticles was studied in hydrogels with NFC before the mechanical shearing. Exposing 
the cellulose fibers to solutions with high concentrations of NaOH allows for changes in the crystal 
i re 6. (a) i a es f s. ( ) ie i a es f s s e si s lace i etri is es
ro ce si g iffere t rocessi g co itio s. e ri te fro refere ce (a) [92] a ( ) [89] it
per ission fro Elsevier.
The potential use of NFC as reinforcement material can be correlated to the lower-density and
the higher-strength produced due to their high surface area that can interact more strongly with
the matrix (compared to conventional micro reinforcements). These aspects make the NFC a very
attractive material for the development of new composites [88,96,97]. In this context, a comparison
of the reinforcement capacity of CNC and NFC (at the same concentrations) was evaluated using
poly (ethylene oxide) (PEO) as the polymer matrix. The authors reported that the nanocomposites
containing NFC exhibited higher-strength and elastic modulus than nanocomposites reinforced with
CNC. On the other hand, CNC-based nanocomposites presented higher-strain of failure. The higher
strength of NFC-based nanocomposites may be attributed to their high-aspect ratio of NFC that
favors more entanglement and network percolation [97]. The treatments of the nanofibers, such as the
purification or chemical modifications, are important for improving the reinforcement effect of the
NFC because they facilitate the interaction fiber-matrix. Depending on the treatment, the cellulose
chain can change its structure, surface, and composition [98]. Reviews on surface modification of NFC
can be found elsewhere [99,100].
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NFC are also used as a reinforcing agent for other materials [93]. Moberg et al. [101] have
individually measured the reinforcement capacity of two types of NFC in hydrogels through the
rheological properties. They showed that the dimensions (length or aspect ratio) and the surface
modification have more influence on the rheological properties [101]. The reinforcement capacity
of cellulose nanoparticles was studied in hydrogels with NFC before the mechanical shearing.
Exposing the cellulose fibers to solutions with high concentrations of NaOH allows for changes in
the crystal structure [102,103]. Boufi et al. [104] reported that the reinforcement improvement in
paper production varies significantly depending on the kind of cellulose (nanofibers, nanocrystals,
or cellulose nanofibrillated), the amount of NFC, raw source, and treatment [104].
3. Reinforcement/Matrix Interface
The matrix phase presents several functions in the composites, such as (i) keeping the fillers
together, (ii) supporting a small portion of the applied tension, and (iii) distributing stresses to the
fillers when an external force is applied to the composite [105]. The stress distribution in a composite is
one of the most important functions because it directly influences their mechanical properties [106,107].
The adhesion and dispersion between both reinforcing and the matrix phases are required to ensure
good force transfer in the composite [108]. Some theories have been used to explain adhesion in
composite materials [109]. Electrostatic attraction occurs when different electrostatic charges at the
reinforcement-matrix interface can lead to better adhesion by strong forces of attraction. In many cases,
chemical bonding occurs by the addition of coupling agents which are able to link with compatible
groups present in both reinforcement and the matrix. The adhesive resistance depends on the type and
amount of bond formed. In the case of adhesion by mechanical interactions between matrices and
fillers, the reinforcement should have high-surface roughness to guarantee good mechanical anchoring
of the matrix, and therefore good results.
The role of reinforcement adhesion in polymer matrices is critical and generally surface
modification of the filler is required to increase the filler-matrix compatibility [3]. The poor adhesion
that normally occurs between natural hydrophilic fillers and hydrophobic matrices of many composites
is the main reason for modification of the fillers’ surface [110]. Chemical treatment is one of the most
used strategies for increasing fillers’ compatibility with the matrix [111–115]. However, in some cases
the fillers’ roughness may aid in the filler-matrix interaction and no surface treatment is needed [116].
Processing of Nanocomposites Reinforced with Natural Fillers
Recent research has been devoted to the development of methods for the production of polymeric
nanocomposites based on natural fillers with homogeneous dispersion and good interaction between
reinforcement and the matrix. Detailed information can be found in the works of Oksman et al. [117],
Dufresne [118], Siqueira et al. [119], and Ferreira et al. [47]. Briefly, composites can be produced by three
dominant techniques: casting method, melt mixing method, and in situ polymerization. Each method
can produce material with a different performance. Wang et al. [120] studied the effect of preparation
method on the final performance of bamboo pulp fiber (BPF)/HDPE composites. They observed
that the E′, crystallinity index (CrI) and heat distortion temperature (HDT) vary according to the
used method.
The casting method is the most widely used technique for the production of these composites [62].
The method consists of adding fillers to the polymer previously dissolved in a suitable solvent. After
this step, the composite is obtained by the evaporation of the solvent. Strong interactions are achieved
by using water-soluble polymers due to the nature of natural fillers [117]. Otherwise, by using
hydrophobic polymers, the dispersion and the low interaction between the filler and the matrix are
limiting factors of the process [121]. Despite the good results often obtained, this method is not preferred
due to the use of organic solvents for hydrophobic matrices, although they are biodegradable [122].
In the case of the melt mixing method, it consists of incorporating the fillers into the molten polymer
under high-shear forces, which is necessary to homogenize both phases, i.e., polymer and filler [123].
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The main limitation of this method is related to the dispersion of the filler. As discussed above,
the natural fillers tend to agglomerate in nonpolar environments due to their hydrophilic nature [124].
This agglomeration is increased with the high viscosity of many polymer matrices. In addition, the low
thermal stability of the filler may be a limiting factor during the process [18]. The in situ polymerization
method is a widely-used technique for the production of composites using other types of filler, such as
carbon nanotube [125], but still, few studies have shown the production of composites based on natural
fillers due to their low thermal stability. In the method of in situ polymerization, the filler is dispersed in
the monomer phase before polymerization. Generally, the polymerization takes place at temperatures
close to the degradation temperatures of the fillers (about 230 ◦C), limiting its use [118,126].
Due to the OH groups on the cellulose surface, natural fillers have a high-potential to adsorb
and absorb water molecules. When the water is not removed before the process, it can affect the
final performance of the material. The mechanical properties may reduce due to the difficulty of
load-transfer between the matrix and reinforcement phase [127]. Chemical modifications, in general,
protect the cellulose surface of the water uptake as well as improve the adhesion with the matrix [128].
Several authors have reported improvement in thermal and mechanical properties after the
addition of natural fibers, NFC and CNC, into polymer matrix [88,129]. Ferreira et al. [24] prepared
PBAT-based composites using three different natural fibers (Croton lanjouwensis, Malvastrum tomentosum,
and Trema micrantha) from the Amazon forest via the melt mixing method. The authors observed
that all composites showed greater modulus of elasticity than neat polymer and this improvement
varies according to the type of fiber used as reinforcement. Fibers’ crystallinity and roughness in the
composites play an important role in the reinforcement mechanism. Pinheiro et al. [130] prepared
PBAT-based composite reinforced with munguba fibers (Pseudobombax munguba) via the melt mixing
procedure and reported an increase in the elastic modulus of the composites when compared with
pure PBAT. Ferreira et al. [131] prepared low-density polyethylene (LDPE) composites reinforced with
10, 20, and 30 wt.% sugarcane bagasse. They observed improvement in the mechanical performance of
the composites. Wang et al. [132] prepared high-strength molded fiber material with potential to be
used as a substitute for plastic parts in automotive applications.
Other authors have studied the effect of NFC in the mechanical properties of PBAT. Mukherjee
et al. [133] prepared PBAT composite reinforced with NFC. Transmission electron microscopy (TEM)
results showed that good dispersion was achieved only in the composite with 0.2% NFC. The differential
scanning calorimetry (DSC) results revealed an increase in the glass transition (Tg) only for those
composites loaded with 0.2% NFC, related to the restriction of the mobility of the polymer chain due
to the good dispersion of NFC. In addition, the authors attributed the best mechanical performance
of 0.2% NFC-loaded composite with the homogeneous dispersion of the filler in the polymer matrix.
Composites prepared with different polymer matrices reinforced with NFC obtained from the Curaua
plant (Ananas erectifolius L. B. Smith) were reported by Souza et al. [86]. The authors observed
that the transparency of the polymers was maintained and that the maximum stress of composites
reinforced with 4% and 5% NFC increased 36% and 44%, respectively. Other authors have reported a
higher-maximum strength and young modulus after the incorporation of NFC from sugar beet into
phenol-formaldehyde resin [104].
The first use of CNC as a reinforcement of various polymers, including polypropylene (PP),
polystyrene (PS), and high-density polyethylene (HDPE), was reported by Boldizar et al. [134]. In recent
years, the number of publications relative to this system has increased exponentially [77]. Aranguren
et al. [135] studied the effect of the addition of cellulose nanocrystals in the mechanical properties of
polyurethane (PU). The nanocrystals were obtained from cellulose microcrystals (MCC) by the acid
hydrolysis method. The polymer was produced by the mixture of polyether diol and polyol, and the
nanofiller content was 0.5; 1; 5%mass. The results showed that Young’s modulus and storage modulus
increased with the increasing CNC content. Another composite reinforced with nanocrystals, based
on Poly (vinyl alcohol) (PVA), was developed. The nanocrystals were isolated by the acid hydrolysis
from microcrystalline cellulose (MCC) and used in amounts of 1%, 3%, 5%, and 7% (w), as reported
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by Cho et al. [13]. The authors observed an increase of the elastic modulus of the materials as the
reinforcement content increased, however, the modulus of elasticity decreased with the addition of 7%
mass of CNC. In addition, the results of dynamic-mechanical analysis (DMA) showed a significant
increase in the storage modulus of the nanocomposites prepared with 3% mass when compared to the
pure polymer. Similar results were reported by other authors using 6% mass of cellulose nanocrystals as
reinforcement and PVA as matrix [47]. Tan et al. [121] prepared CNC-based nanocomposites with poly
(ethylene-co-vinyl acetate) matrix (EVA) and observed improvement in their mechanical properties.
Other authors [136] added CNC in poly (lactic acid) (PLA) and observed that both storage modulus
and loss modulus of nanocomposites were higher than pure polymer. Morelli et al. [137] observed
that the addition of CNC increased the elastic modulus and tensile strength of the PBAT.
These improved properties of polymer composites reinforced with natural fillers show that these
materials are potential candidates for a wide range of applications in several industrial sectors. Here
we discuss the use of these materials in the automotive industry.
4. Polymer Composites Reinforced with Natural Fillers in The Automotive Industry
Polymer composites reinforced with natural fillers have been used to replace commonly used
materials in several fields, including the automotive industry [138,139]. There are several engineering
and environmental reasons why the addition of natural fillers into polymer matrix is attractive for
this industry. The high strength and stiffness and also biodegradability of the fibers, combined
with the sustainability trend, has led the industries to seek polymer composites reinforced with
natural fillers [140–142]. Another important point to consider is the fuel-efficiency of lightweight
cars, trucks, buses, aircraft, etc., made of polymer composites reinforced with natural fillers. Related
to the sustainability trend, Greenpeace groups, the European Commission, and NGOs in various
countries have issued guidelines for the industries to balance sustainability [143]. For these reasons,
these polymer composites are continuously being developed and their application in the automotive
industry has been observed [144,145]. In this context, Wu et al. [146] prepared natural fiber-based
composites with suitable mechanical performance and reduced energy consumption, contributing to a
more sustainable process.
A number of automotive companies have used polymer composites reinforced with natural
fillers, especially in the internal parts of the car such as door panels, trim parts in dashboards, parcel
shelves, etc. [147,148]. Mercedes-Benz used epoxy/jute as door panels in E-class vehicles [28], while
Audi A2 used polyurethane filled with flax/sisal as door trim panels [149]. Toyota has used different
polymer composites reinforced with natural fillers as spare tire covers in the RAUM 2003 model [150].
Poly(butylene succinate) reinforced with bamboo fibers was used for interior components by Mitsubishi
motors’ [150], and BMW used thermosetting acrylic copolymer filled with prepreg natural fiber mats
for the lower door panel [151]. In exterior car parts, the weather conditions, such as humidity and
temperature, are challenges for the use of the composites reinforced with natural fillers [152]. Thus,
so far there are very few parts made for this purpose [153,154].
5. Perspectives
Polymer composites reinforced with natural fillers have been used in automotive applications.
However, the widespread use of these composite materials still has some thresholds, especially related
to their cost of production, shorter life-cycle, and inability to control the microstructures [155]. This has
led to only limited commercial success [156]. This trend can be reversed by improvement in the
performance, and the environmental appeal where the use of composites with 20 wt.% of natural
fillers, for example, allow for a reduction of at least 20% on the negative impact that non-biodegradable
polymers would cause in the natural environment [157]. In sum, the market of polymer composites
reinforced with natural fillers for the automotive industry is a multibillion-dollar business where
manufacturers and engineers are always on the lookout for new materials to prepare a more competitive
material, thereby increasing their profit margin [158].
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6. Conclusions
Composites filled with natural fillers (natural fibers, cellulose nanocrystals, and nanofibrillated
cellulose) have gained great focus and investment by researchers and companies due to the need for
renewable, friendly materials with improved properties. A high number of natural fibers have been
exploited for the development of composites, and the main fibers used are coconut (Cocos nucifera), sisal
(Agave sisalana), curaua (Ananas erectifolius), and jute (Corchorus capsularis). Natural fibers have also been
widely exploited to obtain cellulose nanocrystals and nanofibrillated cellulose, which are the crystalline
portions of cellulose. These natural fillers have been widely used in different polymer matrices and
improvements in their thermal and mechanical properties have been observed. Polymer composite
reinforced with natural fillers with improved performance are a good alternative for obtaining lighter
and more ecofriendly materials for the automotive industry. However, from a technical point of view,
the greater use of these materials will only be achieved when the cost of production and the thermal
and mechanical performance are competitive with the materials currently used. In addition, other
aspects such as reproducibility and long life-cycle should be considered. Overall, the expectations are
optimistic, the use of polymer composites reinforced with natural fillers in the automotive industry has
great potential for reducing the huge amount of non-biodegradable waste in landfills and contributing
to a more sustainable society.
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